Application No. 10/585,996 
Attorney Docket No. 37960-0001 12/US 

AMENDMENTS TO THE CLAIMS 

The following is a complete, marked-up listing of revised claims with a status identifier 
in parenthesis, underlined text indicating insertions, and strike through and/or double-bracketed 
text indicating deletions. 

Listing Of Claims 

1 . (Currently Amended) A method for producing a can body, for which a can jacket that is 
closed in a first joining step by a first joint is produced fi-om a flat material and at least one 
closure member is arranged on the closed can jacket with at least one tethet ^additional j oint, 
wherein at least one of the additional joints is embodied as a laser- welded seam which forms a 
ring-shaped, circumferential closing seam between the closed can jacket and the at least one 
closure member, wherein seam contact surfaces of the can jacket and the closure member that are 
pressed against each other prior to the welding of the closing seam are embodied as ring-shaped 
circumferential edge regions which are at least one of expanded and necked down in tbe-a 
direction ef -along the can axis for the welding of the closing seam, the method comprising: 

pushing the can jacket and the at least one closure member together, with the edge 
regions getting to a stop position, wherein firom the end faces of the two edge regions one is 
positioned on the inside and one on the outside of the can body; and 

forming the closing seam when two air-fi:ee adjoining seam contact surfaces are at a stop 
position against each othe r; and 

an expanding step wherein the can jacket is inserted into an external mold, a hose element 
is an-anged inside of the can jacket and the hose element is expanded, thereby the hose element is 
pressing the can wall against the external mold, wherein the hose element is separated from the 
can jacket . 

2. (Currently Amended) The method according to claim 1 , wherein the first conn e ction 
joint is embodied as a longitudinal seam in the form of a laser-welded butt seam for which the 
two end faces on the side of the flat material form the seam contact surfaces and the wall 
thickness of the can jacket is essentially constant along the complete circumference. 
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3. (Previously Presented) The method according to claim 1 , wherein prior to the welding of 
a closing seam, edge regions which are necked down toward the end faces are formed on both 
end faces of the can jacket. 

4. (Currently Amended) The method according to claim 1 , wherein the expanding step is 
performed can jack e t is ins e rt e d into an e xt e rnal mold prior to the welding of the closing seam 
and is pressed from th e inside against this e xt e rnal mold bv way of an expanding st e p , and 
wherein at least the edge regions near the end faces are formed, if necessary also an engagement 
region for a can lid and in particular decorating structures. 

5. (Currently Amended) The method according to claim 1 , wherein the expanding step is 
perfon-ned oan body is ins e rt e d into an e xt e rnal mold following the welding of at least one closing 
seam and is pressed from th e insid e against this e xternal mold by way of an e xpanding step . 

6. (Cancelled) 

7. (Previously Presented) The method according to claim 1, wherein the flat material of the 
can jacket comprises a decorating film on the outside. 

8. (Previously Presented) The method according to claim 1 , wherein the flat material of the 
can jacket comprises on the inside an internal film and that at least one covering device is 
arranged on the inside film, the at least one covering device being applied to the longitudinal 
seam after the welding, in such a way that it joins tightly with the inside film on both sides of the 
longitudinal seam, thereby covering the longitudinal seam. 

9. (Currently Amended) The method according to claim 8, wherein the covering device 
comprises respectively at least one sealing bulge, wherein the at least one sealing bulge is made 
to flow, following th ein a melting step, such that the longitudinal seam is covered by the material 
of the sealing bulge. 

10. (Currently Amended) The method according to claim 1 , wherein the at least one closure 
member comprises on the inside a plastic inside coatin g including a sealing bulge , wherein the 
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sealing bulge is heated to the flow temperature following the forming of the closing seam, such 
that the end face positioned on the can inside is covered by the material of the sealing bulge. 

1 1 . (Previously Presented) The method according to claim 1, wherein the adjoining seam 
contact surfaces are non-coated during the welding of at least one closing seam. 

12. (Previously Presented) The method according to claim 1, wherein at least one closing 
seam is covered on the outside of the can body by a base covering. 

1 3 . (Withdrawn) A method for producing a can body, comprising: 

continuously reshaping, for providing can jackets, a strip-shaped flat material transverse 
to the strip axis into a closed form; 

cutting off, following the welding of a longitudinal seam, can jacket sections off the can 
jacket strip, wherein a support edge is provided on the inside of the continuously formed can 
jacket strip for the cutting operation, essentially in the form of a closed circle and extending in a 
normal plane to the longitudinal axis of the can jacket strip, which fits directly against the inside 
of the can jacket strip and cooperates with at least one cutting tool, which is pivoted into the 
cutting position during the cutting operation along the support edge, so that a cutting region 
rotates once around the longitudinal axis; and 

advancing, during the cutting operation, the support edge and the at least one cutting tool 
along with the can jacket strip and, 

moving, following the cutting operation, the at least one cutting tool to a non-contacting 
position relative to the support edge and together with the support edge counter to the movement 
of the can jacket strip and back to the starting position occupied prior to the cutting operation. 

14. (Withdrawn) The method according to claim 13, wherein the strip-type flat material is 
given a flat-pressed shape with two curving regions for the welding operation and wherein an 
expansion element is arranged inside the can jacket strip, which is connected by way of a guiding 
device to the support edge and which reshapes the flat-pressed can jacket strip into the circular 
cross-section of the support edge, wherein the expansion element is attached to two holding rods 
that are guided in the two curving regions of the flat-pressed can jacket strip and extend from the 
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expansion element to a holder and into a region, in which the strip-shaped flat material is not 
closed. 

1 5. (Withdrawn) A can body with a can jacket, comprising: 
a flat material; 

a laser-welded longitudinal butt seam; and 
at least one closure member, arranged by way of a ring-shaped closed laser-welded seam on the 
can jacket, wherein 

for the closing seam, seam contact surfaces of the can jacket and of the closure 
member, which are non-cylindrical and adapted to each other, are embodied as ring- 
shaped closed edge regions that are at least one of expanded and necked down in the 
direction of the can axis, 

of the end faces of the two edge regions, one is positioned on the inside and one 
on the outside of the can body, and 

the closing seam is formed between air-free contacting seam contact surfaces that 
are pressed together. 

16. (Withdrawn) The can body according to claim 15, wherein, edge regions are embodied 
on both end faces of the can jacket, which are necked down toward the end faces and to which 
respectively one closure member with a closing seam is attached, wherein for both closure 
members the end faces of the can jacket are arranged on the inside of the can and the end faces of 
the closure members are arranged on the outside of the can. 

1 7. (Withdrawn) The can body according to claim 1 5, wherein the flat material of the can 
jacket comprises on the inside an inside film and wherein the at least one closure member 
comprises on the inside a plastic inside coating, wherein a ring-shaped closed sealing bulge 
covers the end face positioned on the can inside as a result of a melting step and, if necessary, 
also the closing seam. 

1 8. (Withdrawn) The can body according to claim 1 5, wherein at least one covering device 
of plastic is arranged along the longitudinal seam, which extends on both sides of the 
longitudinal seam, is tightly connected to the inside film, and covers the longitudinal seam. 

Page 5 



I 

I 

Application No. 1 0/585,996 
Attorney Docket No. 37960-0001 12/US 

1 9. (Withdrawn-Currently Amended) The can body according to claim 1 5, wherein the 
can body is embodied as an aerosol can, with one closure member being a bottom and the other 
closure member a valve seat or a valve (63)-and with a base covering arranged on the bottom 
outside, covering the closing seam on the bottom. 

20. (Withdrawn) The can body according to claim 1 5, wherein at least one of the can body 
is embodied as beverage can, wherein the one closure member comprises a pull tab and the other 
closure member a scalable filling opening, and the can body is embodied as beverage bottle, 
wherein the one closure member is provided with a threaded opening and the other closure 
member comprises a bottom. 

2 1 . (Withdrawn) A device to realize the method of claim 1 for producing a can body, 
comprising a flat material with a can jacket that is closed with a first joint, wherein at least one 
closure member is arranged with a different joint on the closed can jacket. 

22. (Withdrawn) A device for producing jacket sections with the aid of a reshaping device 
which continuously reshapes strip-shaped flat material transverse to the strip axis into a closed form, 
a welding device for welding a longitudinal seam, and a cutting device which cuts off can jacket 
sections, wherein a support edge is arranged on the inside of the continuously formed can jacket 
strip, which is held by the reshaping device, wherein this support edge is essentially a closed circle 
which extends in a normal plane to the longitudinal axis of the can jacket strip and fits direcfly 
against the inside of the can jacket strip and cooperates with at least one cutting tool, which for the 
cutting operation can be pivoted along the support edge, so that a cutting region rotates once around 
the longitudinal axis and, in the process, cuts off a section of the can jacket strip, wherein the 
support edge and the at least one cutting tool can be advanced along with the can jacket strip during 
the cutting operation to a non-contacting position together with the support edge and counter to the 
can jacket strip movement. 
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